€D S48 FLERLY
BB IRT] mareEm)
HIGH FEED MILLING CUTTER
R INSERTS | geppw | CLAMPS | giorn [VRENCH i
SPECIFICATION oD J od | L M K H % % HI:TI(;E%FT
D | N
XEM21XD09M10 21 35 105 | 56 | M10 | 15 | 15
XDLT | 18350850 2
XEM26XD09M12 26 35 125 | 61 | M12 | 20 | 21 FC9505 T9
090408ER 1S300845
XEM33XD09M16 33 40 17 | 68 | M16 | 22 | 27 D41 18351050 24 T15 ]
XEM40XD09M22 40 | 40 25 [ 75 | M2 | 25 | 35
______________________________________ - jd
L
TR 18k B IR
JI]3 BikE INSERT BER CLAMPS WR*%?CH T8
S 5| il 1 INSERTS SCREW CLAMPS SCREW K
SPECIFICATION | * Y % 1 |
XEM21XD09ST20 21 35 | 20 | 110
XDLT IS350850 2
XEM26XD09ST25 26 35 | 25 | 130 TR FC9505 1S300845 T9
XEM33XD09ST32 33 40 | 32 | 150 D41 15351050 2.4 T15 ]
XEM40XD09ST32 40 80 | 32 [ 150
ERUHGRGE—EE Recommended Cutting Conditions
Facing TE#k Plunging 3%k
THME HE EIE | RATMERE B SIEE | SAUIMEE
Workpiece Material Speed Feed max. D.0.C Speed Feed Max. D.O.C
Vc (m/min) | (mm/tooth) (mm) Ve (m/min) | (mm/tooth) (mm)
Unalloyed steels —fReisl | 120 - 235 | 02 - 1.8 2.5 120 - 235 | 0.10 - 0.25 8.0
Alloyedsteels &8 | 70 - 160 | 02 - 18 2.5 70 - 160 | 0.10- 0.18 8.0
Stainless steels  Aglom | 115 - 265 | 02 - 1.2 2.5 115 - 265 | 0.12 - 0.18 8.0
Cast Irons s% | 150 - 395 | 03 - 18 2.5 150 - 395 | 0.10- 0.25 8.0
Non-ferric metal
o s orssragem | (00-100 | 03-15 25 400 - 1000 | 0.10 - 0.40 8.0
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